ў 


" 


Work Order ID 86676 
July-06-12 11:21:44 AM __ 


*QRR7R* _ 


Page | 


Revision ID: ^ 


Item ID: D212-664-107TRN Accept 


Item Name: Crosstube Turning Detail 


*Nonnn4n4nn0* 


Setup Start FAIS 1 * 
so *NS2* 


Quality Control 


РИ? 


Start Date: 7/06/12 Start Qty: 1.00 KAR Cust Item ID: 
Required Date: 8/10/12 Req'd Qty: 1.00 *4 * 
Reference: i 
| 279 - Run Start 4 * 
Approvals: Process Plan: Z = Date p 2- Tooling: u N R 4 
Sto 
ОС: _ Рае: _ SPC (Y/N): I Pox N R 2 * 
Sequence 1D/ Operation | | Set Up/ : Tool# Plan Accept Reject Reject . Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr | Е 
oca да me eg БРИ 
| D212-664-147 Rev B(DE0) | 
, 100 0.00 
E 4 n n* MORI SEIKI CNC LATHE LARGE 
` Mori Seiki Mila 0.00 — = É 
f Мар екі CNC Lathe Large 1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA705 MS L 
*? i 2-Turn first side as per Folio FA113 
3-Blend transition lings only, **do not sand whole tube**: 
FOLIO REV: 
DWG REV: 
*Use mill bastard file, brush file repeatedly with file card. : 
*Do not use sandpaper coarser than 320 grit. V 
110 ОСІ- Inspect dimensions to dimension sheet 0.00 
*1440n* : | | ФФ 
Qc Memo | 20.00 j 


zen 


Dart вка Ltd ‘ 
wo: 52074 WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Pier - Chief Eng/ | Approval 
Prod Mar nspector 


Part No: D 212-04, 
ко — Disposition: УХО GO X N QA: N/C Closed: _ _ 22 Date: (( 


Corrective Action Section B 
Description of NC Verification Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Chief Eng | QC Inspector 
Chief Sit Chief Eng Date 


Ао COU 
toon, Qe SUR 


tual is 0.217 әде dug 


NOTE: Date & initial all entries 
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Work Order ID 86676 
July-06-12 11:21:44 AM 


_*ВЕЕ7Б* 


Page 2 


Item ID: D212-664-107TRN 


Accept 


*NANNANANINN* see 


Start * * 
Revision ID: N S 1 
Item Name: Crosstube Turning Detail Stop Ж N S 2 * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/10/12 Req'd Qty: 1.00 *4 * ‘Customer: 
Reference: 
7 Ба Run Start ж * 
Approvals: Process Plan:  . ____ Date: Tooling: Date N R 1 
Sto 
ОС: _ NEN Date: SPC (Y/N): _ Date P + N р2х 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 | 
* 4 9 n* MORI SEIKI CNC LATHE LARGE Е í Cf 
Mori Seiki Mero 0.00 ана ws: 


Mori Seiki CNC Lathe Large 


1-Turn second side as per Folio FA705 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush: file repeatedly with file.card. 


*Do not use 
FOLIO REV: 
DWG REV: 


запдра 


3- Remove plugs and sand 


< 
130 ОСІ- Inspect dimensions to dimension sheet 
“440% 
QC Memo 
Quality Control 


coarser than 320 grit. ` 


-2- 


0.00 


0.00 


ір 


“hg ee И: 
< f 


(2 toz 


[1 


Dart Aerospace Ltd 
М/О: WORK ORDER CHANGES 


Approval 
| DATE | Б x PROCEDURECHANGE O CHANGE Qty | chief Eng/ ‘Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: _ NCR: Yes Мо Род: Date: 


Resolution: Disposition: : QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Ей NL LAM of NC Corrective Action Section B 


Е Е-е ES 
NL LAM A Initial Action Description Sign & Е С Chief Е-е QC a 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
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Work Order ID 86676 * * та 
July-06-12 11:21:44 АМ 121212746 . | аре 


Item ID: D212-664-107TRN Accept * N 900040 1 Q0* Setup Start * N с 1 ж 
Revision ID: : ` Š 
Item Name: Crosstube Turning Detail Stop ж N S 2 * 
Start Date: 7/06/12 Start Qty: 1.00 * 4 = Cust Item ID: 
Required Date: 8/10/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start ж * 
Approvals: Process Plan: Date: Tooling: Date: _ М R 1 
Sto 

Qc: Date: __ SPC (Y/N): Date: Pox N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject | Insp. 
Work Center ID Description Run Hours Code Qty ty Number Stamp 
140 QC8- Inspect parts - second check 0.00 
*4AN* = 77 42-ы — 
QC Memo 0.00 ; 
Quality Control 
145 0.00 

жо 

*1AR* | NW - 

- — 
Crosstubes Memo 0.00 IZ / 20 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 

150 0.00 

*4 R()* 76 622-ГЕ 2-0 
HandF Xtube Memo 0.00 

Hand Finishing Crosstubes 1- PRESSURE WASH X-TUBE INSIDE AND OUT 


2- ACID ETCH X-TUBE INSIDE AND OUT. USE RED SCOTCH BRITE 


Dart Aerospace Ltd f я | 


WORK ORDER CHANGES 


Approval 
DATE | STEP Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Secun p к Verification | Approval | Approval 
one & Section C Chief Eng | QC Inspector 
ate 


NOTE: Date & initial all entries 
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, 


Work Order ID 86676 
July-06-12 11:21:44 AM 


*QRR7R* 


Page 4 


Accept 


Item ID: D212-664-107TRN *N 900040 1 ПС Setup Start *N Q 1 * 
Revision ID: Ё E 
Item Name: Crosstube Turning Detail Stop * N с 2 * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/10/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start ж * 
Approvals: Process Plan: Date: Tooling: . Date: _ N R 1 
Sto 

qc: ` Е Date: SPC (Y/N): Date: р *N Ro* 
Sequence ID/ Operation В Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code, Qty Qty Number Stamp 
160 QC5- Inspect part completeness to step on W/O 0.00 E СА 
н M uos. 

160 ; / 2 -//-2 ] 
QC Memo 0.00 | 
Quality Control 
170 0.00 
*470* iam “24 12-024 
Packaging Memo 0.00 74 P 
Packaging Identify and stock in kanban rack 
Location: á я 

180 QC21- Final Inspection - Work Order Release 0.00 
*4gn* | lo. / 14/25 
QC Memo 0.00 


Quality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


са БЯ HE GA on of NC Corrective Action Section B 


Eo E E 
HE GA A Initial Action Description Sign Eo с сте! E QC E 
Chief Eng Chief Eng alg 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


, 


Pickiist Print 


July-06-12 11:21:43 AM 


Work Order ID: 
Parent Item: 


Parent Item Name: 


Comments: 


86676 
D212-664-107TRN 
Crosstube Turning Detail 


IPP Rev:A New Issue 08-03-06 DD Verified by:ec 
ІРР Rev В Removed polish 08.04.02 ЕС verified: DD 


Start Date: 7/06/12 
Start Qty: 1.00 


^r 


Required Date: 8/10/12 
Required Qty: 1.00 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qty on Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Issued 
D6019-128 Manufactured. No ши 110 С Each 48.0000 
Crosstube Material 
Location Loc Qty Loc Code 
LG 48 
69803 17 l gmon -lL 2/41 ор 
75635 24 
7974] 7 


Dart Aerospace Ltd 


WORK ORDER CHANGES ` | 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: : | ОА: М/С Closed: Date: 


Corrective Action Section B 


Description of NC Verification | Approval | Approval 
DATE | STEP Section A Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QAWCRWO RevE 


DART AEROSPACE LTD 


Work Order:| _ 772 77 | 


= — = ЕЕ 

Description: Crosstube Assembly (205/212/412 Low Fwd D212-664-147 
ea eee эз sunsu 

Inspection Dwg: D212-664-147 Rev: B | D | Page 1 of 2 

FIRST ARTICLE INSPECTION CHECKLIST 
Inspection Sheet Actual Method of 

0313 4555 L33 | - L za ее | 
13:0. oman 2.202 ОБИ И 1--—— — 
2.360 | +000500 | GG | — ү s 
«0005/0000 | O FUG) > eee 
00000 [1073 | — | ||| — 
VITRE Да р ү == 
юв 20 — | ОИ ООО 
+0.005r-0.000 Е: 
2750 | 00056000 | ]. 720 | — Euer 


H:\FORMS\Quality Assurance\approved QA FAlxtube Rev С 


Сол = = 
2.473 ee RN ҰК 
2.573 с AE 
a| 270 | 
а 2.750 +0.005/-0.000 || 
2750 *0.005/-0.000 =n з= 
| | 0.126.528 */-0.020 


DART AEROSPACE LTD Work Order: идат 


DEL Sere eee 
Description: Crosstube Assembly (205/212/412 Low Fwd Part Number: D212-664-147 
——-.p 
D212-664-147 Кем: В Se 


WALL THICKNESS MEASUREMENT 


Inspection Dwg: 


——— READING 1 
—— READING 2 
----- READING 3 
— READING 4 
READING 5 

—— — READING 6 
—— READING 7 


WALL THICKNESS MEASUREMENT (IN Deviation ZUR 
Location Aw TOLERANCE. 
max-min 


acl б р d 
30. аз 426 2a! | 220 
Ser 3211 224 299733 
[e 704 23215 P 4 222 

| 105 Ізі (34 isa БО] Bacon] 
=== TER ЕУІ 


Actual Block Thickness: ./й0 500 
Sitescan 250 Measured Thickness; -IU  - 500) 


Calibration Result 


(f 


EN dy 


Audited by: / Prototype Approval: 
Mf [rb | |__| 2 pele wd | 


| Rev | Date | Change 
08.11.07 | New Issue P/O D212-664-107) 
| B | 10.02.02 | Dimension 126.528 was 126.53 


Wall thickness form added 


12.06.04 


H:\FORMS\Quality Assurance\approved QAN FAlxtube Rev С 


Qty | Part Number Description 
-147 | -147B 
== [n] 


[1] 
2 0212-664-1478 CROSSTUBE ASSEMBLY (214 LOW FWD) 
IL Mq ат 
[.3 | 1] 


К балее еи алы ыыы ee S ee eed 
[_1][66019-128 CROSSTUBE 

| 2 [028931 SUPPORT 
[ 4  |03595-063-450 RUBBER CUSHION 
[ 4 | 


D3659-1 CUFF 


[ 5 | 4 | 
4 | М321920-25 CLAMP (OR MS21920-26 


Bm CR3212-4-06 RIVET (OR M7885/3-4-06) 


MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 ADHESIVE 
(TEXTRON/BELL SPEC. 299-947-100, TYPE Н, CLASS 2 
ADHESIVE 

SEALANT (OR PROSEAL 890 OR MiL-S-8802 CLASS 
B2 SEALANT. 


SIKAFLEX-241/-291 


1) MATERIAL: MANUFACTURED FROM D6019-128 
FINISHED LENGTH = 126 .528+0.020 (BEFORE BENDING/TRIMMING) 
2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART 051005 4.2 
3) TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED. 
4) UNITS: INCHES UNLESS OTHERWISE NOTED. lok 
5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX. Ret ро 
6) IDENTIFICATION: SCRIBE DART PART NUMBER “D212-664-XXX" AND BATCH NUMBER ON INSIDE OF CUFF (93,70 
USING VIBRATING STYLUS. 
7) WEIGHT: D212-864-147 = 24.2 ® (PER IIN-D212-664) 
D212-664-147B = 24.2 Ibs (PER IIN-D212-664) UNDE EVIEW 
8) PARTIS SYMMETRIC ABOUT CENTERLINE. 
9) WHEN MACHINING TAPER, RUN CUTTER OFF PART. BLEND OUT EDGE LONGITUDINAL Y, TRANSITION SHOULD 
BE SMOOTH. 
10) BEND PROGRESS! VEL У WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE FLATTENING DUE TO BENDING IS 6% 
BASED ON O.D., EXCEPT UP TO 10% IS ALLOWED IN AREA NOTED. E L E A S E 
11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
12) INSTALL D2893-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE OF ; 
D2893-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QS! 015. LET CURE FOR 12 HOURS AFTER 2008 -10- 2 g 
INSTALLATION AND PRIOR TO PACKAGING. 
13) INSTALL MS21920-25 CLAMPS (OR -26) WITH D3595-063-450 RUBBER CUSHIONS TO SECURE THE D2893-1 
SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE OF CROSSTUBE SUPPORT. 
14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE OUTSIDE 
SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, NICKS, OR DENTS. 
DEFECTS UP TO 0.005" MAY BE BLENDED OUT LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE 
UNACCEPTABLE. 
15) TORQUE CLAMPS. 80 TO 100 IN-LB. ENSURE ATLEAST 1.5 THREADS SHOWING IN SAFETY AND THAT NUT HAS 
NOT BOTTOMED-OUT AFTER TORQUING. : 
16) INSTALL 03659-1 CUFF AFTER CHEMICAL CONVERSION COAT BUT BEFORE PAINT, WITH А LAYER OF 
SIKAFLEX-241/-291 OR PROSEAL 890 OR MIL-S-8802 CLASS B2 SEALANT BETWEEN CUFF AND CROSSTUBE. 
SEAL EDGE OF CUFF TO ENSURE NO GAPS. 
17) TOUCH-UP HOLES WITH CHEMICAL CONVERSION COAT. 


EN REVISE GENERAL NOTES/PART LIST; UPDATE TO 
CURRENT STANDARDS; ADD -147B (ZN C4-2, D4-2 ae 
a NEW ISSUE 
REV. DESCRIPTION 
DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 
CHECKED | Q DRAWING NO. REV. B 
МЕС. АРРА. | %, [0212-664-147 SHEET 1 OF 4 
[APPROVED | ZZ nne SCALE j 
белек ГДЕ |CROssruse овози ow rwo) as 
DATE COPYRIGHT © 2007 BY OART AEROSPACE LTD 


09 09 3 THES DOCUMENT IS PRIVATE АКО CONFIDEWTIAL ANO 15 SUPPLIED ON THE EXPRESS CONOTION THAT П 8. 
` - NOT TO ES USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTO 


[155 
D2893-1 SUPPORT 
MS21920-25 CLAMP, 2X 
D3595-063-450 RUBBER CUSHION, 2X 

2PL 


| 14.00 (-147) 
| ОВ 13.75 (-1478) 
| 


D212-664-507 
BENT TUBE 


0212-664-147/-1478 A 
ASSEMBLY DETAIL 


DEO ATTACHED 


ew ti-e 


APPLY MAGNOBOND 
BETWEEN D2893-1 AND 
CROSSTUBE 


02893-1 
SUPPORT, REF 


D3595-063-450 
RUBBER CUSHION 
UNDER CLAMP, REF 


ELEASE 
2009 -10- 23 


[13 > 
MS21920-25 
CLAMP, REF 


SECTION A-A ps2 реч | 47 | DART AEROSPACE LTD 


SCALE 4X ЕГЕН HAWKESBURY, ONTARIO, CANADA 
DRAWING NO. REV. B 
"ME 47 SHEET 2 OF 4 


MER 
CROSSTUBE (205/212/412 LOW FWD) 
м COPYRIGHT © 2007 BY DART AEROSPACE LTD 


THs DOCUME SUPPL 
NOT TG GE USED S OR ANY PURPOSE OR COPIED OR COMMUNICA TED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


SCALE 
NTS 


A2-3 


WV" B' 
29.66" 


(753mm) 


18.74" 
(476mm) 


11.87, 10% 
14.87 CRUSHING OK 


(378mm) R35.5:2.0 


TRIM TO DIMENSIONS 


SHOWN 
48.68+0.13 


50.00+0.13 
100.00+0.25 


53.83 REF ———— ————— —e 


107.66 КЕЕ 


0212-664-507 
BENDING AND DRILLING DETAIL 


03659-1 CUFF 
2 PL PER CROSSTUBE 


REAM @0.3861?2% THRU 
HOLE TO BE ALIGNED 
WITHIN +0.001 OF HOLE 


ON OTHER SIDE OF CUFF 
2PL PER CUFF (4 PL PER CROSSTUBE) 


20.129 

CSK 20.230х100°, 

INSTALL CR3212-4-06 RIVET 

22 PL PER CUFF (44 PL PER CROSSTUBE) 


VIEW C-C: CUFF DETAIL рз 
SCALE 4X 


D212-664-147TRN 


+0.005 
REAM 90.386 оуу THRU, 
HOLE TO 8E ALIGNED WITHIN 


30.001 OF HOLE ON OTHER SIDE OF CUFF 
1 PL PER CUFF (2 PL PER CROSSTUBE) 


DEO ATTACHED 


uat- 64. 
.03.20 


UNDE EVIEW 


SECTION B-B 553 
SCALE 4X 


n. 


2008 ЖЫ? 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 
DRAWING NO. REV. B 
МЕС. APPR. D212-664-147 SHEET 3 OF 4 
APPROVED ^ SCALE 
DE APPR. NTS 


DATE (0 09.30 TS DOCUMENTS PRIVATE но CONFIDENTIAL нота SUPPLIED ON TH EXPRESS СОМОПОН TAT IT 1S 
.09. MER on TEMERE yaa многа ме Ерата s IY= qk: аи 
ar CON SCAN 


BENDING, REF REF 


CONSTANT ОР. ERES UNIFORM TAPER 
CUT OFF AFTER CUFF 


R100 
TRANSITION 


17.41+0.03 


3> 
R100.0 
RUN OFF PART 0.313 WALL 


STOCK, REF 


— 44,40+0.03 =; 


— 16.70 REF 
— — 63.264 REF 


— 25.000.03 
— 32004003 
-- 39.00%0.03 


с 
е 
о 

Ж 
© 
° 
© 


— 11.95%0.03 


2.360 REF 2.47309% 2.57305 2.673985 
0.000 -0.000 -0.000 2.750 2.750 


STOCK, REF = STOCK, REF 


2366205 — 


DEO ATTACHED 


eca #01-64 
(03-26. 


D212-664-147TRN UND EVIEW 
TURNING DETAIL 


RE LEASE 
2009 -10- 29 


DESIGN | d^ | DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 
recreo — | 47 [onec no. | REV. B 


MFG. APPR. - D212-664-147 SHEET 4 OF 4 
APPROVED . TITLE SCALE 


[ОЕ АРВ. | -Ш/. |CROSSTUBE (205/212/412 LOW FWD) NTS 


DATE COPYRIGHT © 2007 BY DART AEROSPACE LTD 
09.09.30 


тиз DOCUMENT 16 PRIVATE AND СОННОЕМИАЕ AND IS SUPPLIED ON THE EXPRESS СОМОТЮН THAT IT IS 
NOT TO BE USED FOR АНИ PURPOSE CR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


DRAWING NO. TITLE | REV. ВТ DART AEROSPACE LTD [0ғ0. ко. SHEET NO. Е 
0212- e CROSSTUBE ASS'Y = LOW = ENGINEERING ORDER. D212-664-147-B-1 SHEET 1 OF 1 

pm p em ASS ео /442- mem Ди 
pare moris Дом ^21. 2-7 ar — 7/223] [лк PIL owe uot | 


PURPOSE: 
REPLACE MAGNOBOND WITH PROSEAL. 


CHANGE: 


Qty Qty | Part Number Description 
ав Кагын 


Го | AR | AR] "PROSEALS8082: — ] 890 B2. FSERLANT,AMS-S-8802CLASSB2 —— — — —] AMS-S-8802 CLASS B-2 


! [А TWAGNOBOND 6308 6398 [ ROCKWELL SPECIFICATION RBO-120-023 — | SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE il, CLASS 2 ADHESIVE 


NOTE 12 & 15, SHEET 1 iS AMENDED AS FOLLOWS: 


12) TO INSTALL D2893-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 880 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2893-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE 
SURFACE OF D2893-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


COPYRIGHT @ 2011 BY DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE AND OONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 
NOT TO ак USED FOR ANY PURPOSE OR COPIED OR COMMUNICATE O TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


Dart Wo | Ltd 


| E oval | Abproval 


Chief Eng / 


- Prod Mar QC inspector 


Part No: PAR#: ^  — Fault Category: _ NCR: Yes № Рол: Date: 
Resolution:. Denson: QA: N/C Closed: Date: пе 


I Po Corrective Action cmt B 
WX * Descri tion of NC i - Verification A Approval |. 
DATE step Lie A кй vs Action Description Sign & Section C Chief Ed QC Inspector 
FEE Chief red ii Chief Eng Date 


4 


NOTE: Date & initial all entries 
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